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i^»«r.dmeiitB fr ,n ^H** gnaeificatloa^ with reference to the 
Preliminary Amendment filed concurrently with the application: 

Please replace the paragraph inserted oh page 1, line 1, 
with the following rewritten paragraph: 


TBOSS REFERENCE TO RBLA TTaT) APPLICATIONS 

( 

Applicants claim priority under 35 U.S.C. §119 of Austrian 
Application No. A 996/99, filed on June 4, 1999 . Applicants 
also claim priority under 35 U.S.C. §±^ 371 of PCT/ATOO/00158 , 
filed on June 5, 2000. The international application under pct 
article 21(2) w as not published in English. -- 

Please replace the first replacement paragraph on page 1 
with the following rewritten paragraph: 

A The invention relates to a method of detecting a welding 

process voltage . At, uutlineJ ill L-laim 13 between a welding 
torch and a wortoiece. co n mriaina the ateo of performing a 
calculation of the welding proc egs voltaae in real time, taking 
account of the interf er enae variables, in particular an 
inductance and a resistance of a welding system. 


Please replace the replacement paragraph bridging pages l 
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and 2 with the following rewritten paragraph: 


This objective is achieved by the invention due to the 
J features set" ou t -i - n" the uhaiauL e iisiiiy ijaiL ci£ i^laiiii 13 by 

performinQ the calculation for determining inductance at a 
specific time interval during a welding proceaa without the 
welding process being affected . This makes it possible to 
adapt to the control speed or to, the requisite welding quality 
so that welding processes can be run at a v6rv high control 
rate and to a high welding quality. The advantage of this 
arrangement is also that the interference variables can be 
detected without the need for additional hardware ^ thereby 
avoiding any external influences. Another advantage resides in 
the fact that the calculation method used to determine the 
interference variables can be run continuously or periodically, 
which means that in the case of a pulse welding process, a 
control can be applied during the , entire duration of the pulse, 
making it possible to use or generate very short pulses without 
having to extract a corresponding range that is not 
controllable, as is necessary with the prior art. 

Please replace the second complete to the seventh 
replacement paragraphs on page 2 by the following rewritten 
paragraphs : 
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Mr»& J-t. is algo of advantage ai - a. Lh c fiLatmea dariiied la 
claim 14 whiyh to apply the ca.Vrn Uted welding Proef^ss voltanft 
by a control unit to tha wRidinrr pr o cess. This p roH^ir^Ag a very 
high welding quality because the interference variables can be 
taken into account in the process control. 

glaim 15 also d e linea feaLuL -i aa w-luuh ux>l of' advantage, sliiue 
th^i/ JUdkg. IL puaaibla to aUupL Lu Lh e uuiiLiyl jpiLad vn to the 
requisi t e weldluy muallLy so IhaL, wftldiag pj.uk>uj& e 4 can b e luu 
at a u^,Lv liiyh iLOiiLiul rata and to a Ui i jh welding quality r 

It is additionally Tha addXLloaal r e aLm:e.j ^^lL uuL in 
cUim IC of advantage if the Int^ rferenr.a variahlA.c ;,r^ 
detected and/or calculated by the oontrnl u nit hpfr.ro the fit;=.r^ 
Pf the actual welding procpss because they this obviates the 
need for an additional control device for the detection or 
calculation process and instead this calculation can be 
operated by the control device used to regulate the process. 

■ 

Claim 17 uffuij aduaiitayeuua ImLuiea becaua e -g A standardised 
structure can be used for the equipment if a vc^lt^ge and ^ 
c urrent at the outputs of the curre n t source ;.re meaa»r^H hy ^ 
measuring Htavi' n o. 
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The ndditicjiifll f e aLures d e fined in claims 10 to 20 o ff e r 
advanta g es becauae they allow a .simple coinpLitatiori mod e l to b e 
us e d t o det e rmine th e i^^lintiv^ t e &i»tane e and inductanc e , 

Claims 21 and 22 sp e cify advanta g eous f e atur e s, ag a result e^f 
which a computatiq i n of the int e rf e r e nc e variabl e s can als o- bg 
run durin g a welding proc e ss without havin g to interrupt th e 
w e ldin g p rocess. 

■ Finally, the £eatu.L e & outlin e d in cIaIills 23 and 24 ai! e ul 
advantag e becaus e th e y enabl e Lli e The welding process control 
tC" be is optimised and offer a sim p l e means of in e xp e nsiv e ly 
improving older welding equipment or welding current sources 
can be simply and Inexoensivelv dmtsroved by! means of a software 
update if a welding pro cess control is performed during the 
entire pulse duration and the interference variables are 
calculated bv the cont rol unit bv means of software using the 
detected values and a p redetermined calculation proaram . 
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